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Specification 

[Title of the Invention]: Corrugated Metal Clad 
Cable Manufacturing Method 

[Claims] 

A corrugated metal clad cable 
manufacturing method wherein multiple wire 
cores are, mediated by an mediating material and 
then assembled, with a metal tape, welded 
transversely around a cable core comprising a 
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plastic sheath having one or more protuberances 
on its perimeter, [the cable] is subsequently 
corrugated, and the metal tape is heated before 
corrugating. 

[Detailed Description of the Invention] 

The present invention is a method for 

manufacturing a corrugated metal clad cable. 
Taking advantage of the mechanical 

properties of their malleable exterior covering, 

cables with corrugated metal cladding have long 
-2- 



-367- 



been used in great quantity for direct-buried 
cable, chemical-resistant cable, insect-resistant 
cable, etc. 

In the manufacturing process used for 
cables of this type, however, a metal tape having 
a diameter larger than the outer diameter of the 
cable core is clad by welding, then corrugated 
using a corrugating rotary die, so that, generally, 
the corrugated valleys are barely in contact if at 
all with the cable core, and the adhesion force 
between the cable core and the metal cladding is 
not very great. 

When installing the cable over long 
lengths, problems such as offsets between the 
cable core and the metal cladding can arise, 
producing end portions without any of the cable 
core [exposed], or, in vertical installations, such 
as for vertical service feeders in a building, it may 
become difficult to hold the cable core, etc. 

To resolve this [problem], it is sufficient 
to impress the corrugated valley portions into the 
cable core sheath, but in that case, there will be a 
large resistance encountered to such impression 
over the entire perimeter, and sheath pressure can 
weaken locally. 

The present invention seeks to provide a 
corrugated metal clad cable manufacturing 
method to resolve the above deficiencies by a 
corrugated metal clad cable manufacturing 
method wherein multiple wire cores are mediated 
by an mediating material and then assembled, 
with a metal tape, welded transversely around a 
cable core comprising a plastic sheath having one 
or more protuberances on its perimeter, with [the 
cable] subsequently corrugated, and the metal 
tape heated before corrugating. 

To further explain this with reference to 
the attached figures, 1 is a cable core, comprising 
multiple wire cores 3 twisted together using an 
interposing piece 2, and a plastic sheath having 
one or more protuberances 4 around its perimeter. 

Wire core 3 comprises a conductor and 
the insulator around it and interposing piece 2 is 
wound therein and interposed in order to maintain 
a circular shape. 
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Brief Description of Diagrams 

The attached diagram is an explanatory 
figure showing a working example of the present 
invention. 1 : cable core; 2: interposing piece; 3: wire 
core; 4: protuberance; 5: plastic sheath; 6: metal tape; 
7: welding device; 8: heating device; 9: corrugating 
rotary die; 10: corrugated valley portion 

Agent: Fujio Sato, Patent Attorney 
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Plastic sheath 5 is disposed by extrusion 
of polyethylene, etc. and the number and shape of 
the protuberances 4 can be freely determined in 
consideration of binding force, etc. 

6 is a metal tape and is transversely 
arrayed on the outside perimeter of a cable core 
31, and welded with welds 7 on both edges. A 
material such as copper is appropriate for the 
metal tape 6. The metal tape 6 is then heated by 
means of heating device 8 and corrugated by 
corrugating rotary die 8, and the corrugated valley 
portions 10 on the metal tape 6 are impressed 
onto the protuberances 4 on the plastic sheath 5 to 
make a mechanical bond. A gas burner, electric 
heater, high frequency induction heater, etc. may 
be used for the heating device 8 and even greater 
effect will be achieved if the protuberances 4 on 
the plastic sheet 5 are also warmed. 

In the present invention, the purpose of 
heating the metal tape 6 prior to corrugating is to 
assure that the corrugated valley portions 10 are 
securely impressed onto the protuberances 4. In 
other words, if corrugation is carried out without 
heating the metal tape 6, a portion of the 
corrugated valley portions 10 will be pushed onto 
the protuberances 4, but when the protuberances 4 
are disposed on top of an interposing piece 2 
(such sections are always created when multiple 
cores are entwined), distortion due to the relaxing 
effect of the interposing piece 2 may prevent the 
corrugated valley portions 10 from being 
impressed on the protuberances 4. 

The above-constituted manufacturing 
method of the present invention can be easily 
practiced by simply adding a heating device to a 
conventional manufacturing device. Due to the 
increased binding force between the cable core 
and the corrugated metal cladding, a corrugated 
metal clad cable can be offered which is capable 
of long length or highly sinuous routing, as well 
as vertical installation, thus affording high 
industrial value. 
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Inventors Not Listed Above: 
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